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(54) MACHINE FOR THE FABRICATION OF CONTAINERS WITH CONSUMABLE CONTENT 



(57) l\1achine for manufacturing consumable goods 
containers, consisting of a structure in which four mod- 
ules are located, two supply modules (1) and (2), one 
dosage module (3) and the other a cutting module (4). It 
includes thenno-ptastic material reels (5) and (6) of a 
variable band width, provided with winding means (7) 
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and (21) and heating means (8) and (22), as well as 
shaping matrixes (9) and (23) that function when heated 
under pressure and result in concave shapes on the 
bands applicable as halves of the containers to be 
obtained. 
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Description 
PURPOSE 

[0001] This descriptive report refers to a Utiiity s 
Model request regarding a machine for manufacturing 
consumable goods containers, the obvious aim of which 
lies in allowing the manufacture of containers in series 
which are subsequently filled with consumable goods, 
such as infusions, medicines, etc. and then the con- io 
tainer previously filled with the consumable goods is 
closed. 

SCOPE 

15 

[0002] This invention is applied in the industry ded- 
icated to the manufacture of containers, specifically the 
industry dedicated to the manufacture of machines for 
manufacturing containers that simultaneously fill the 
container being manufactured and then make it water- 20 
tight. 

HISTORY 

[0003] The applicant has knowledge of the exist- 25 
ence at present of a number of containers intended to 
be used as consumable goods containers, as well as 
applicable machines to manufacture them. 
[0004] However, he is not aware of the existence of 
an invention that, although it has the same objective, 30 
has a much quicker manufacturing process, is able to 
generate numerous containers simultaneously which, at 
the same time, can have different shapes and is able to 
manufacture said containers in accordance with the 
inclusion of the pertinent molding and cutting matrixes 3S 
that form a part of the machine itself. 

DESCRIPTION OF THE INVENTION 

[0005] The machine for manufacturing consumable 40 
goods containers proposed by the Invention is pre- 
sented in itself as an obvious novelty within its structural 
unit, as it unites in one invention only the structure proc- 
esses of the container filled with the consumable goods 
of the container previously shaped, as well as the clos- 45 
ing and stamping of the previously manufactured and 
filled container, thus can7ing out a continuous and syn- 
chronized manufacturing process. 
[0006] More specifically, the machine for manufac- 
turing consumable goods containers, purpose of the so 
invention, is constituted based on a frame, chassis or 
structure in which four modules are housed. Two of 
these modules are intended for the supply providing the 
raw nnaterials for shaping the container in two halves 
and separately, counting on the appropriate means for 55 
carrying out said shape with heat and pressure, and at 
the same time having a dosage module containing the 
consumable goods and the means for its dosage and 



filling in one of the two halves of the manufactured con- 
tainer. Lastly, there is a cutting module with suitable 
means for carrying out the sealing by means of welding 
the two halves, as well as for final stamping of the con- 
tainer. 

[0007] The raw materials used for shaping supplied 
by the two previously mentioned supply modules may 
be thermoplastic In the form of reels with an variable 
band width. 

DESCRIPTION OF THE DRAWINGS 

[0008] In order to complement this description and 
to help with a better understanding of the characteristics 
of the invention, attached to this descriptive report and 
as an Integrating part is one sheet of drawings in which 
the following has been represented in an illustrative and 
non-limiting way: 

Rgure 1 corresponds to a side elevation view of the 
invention, regarding a machine for manufacturing 
consumable goods containers. 

Rgure 2 shows a floor view of the object repre- 
sented In figure 1. 

PREFERRED PERFORMANCE OF THE INVENTION 

[0009] In view of the above figure it can be seen 
how the machine for manufacturing consumable goods 
containers is made up of a train of linked modules, in 
each of which a part of the manufacturing process is 
made. The modules are integrated in a structure or 
metallic frame formed or obtained by aluminum or simi- 
lar profiles, including four modules (1), (2), (3) and (4), 
two of which (1) and (2) are supply modules. Module (3) 
is for dosage application and the fourth module (4) is 
intended to be used as a cutting module. 
[0010] The supply modules (1) and (2) are equal 
and are located at the opposite ends of the machine. 
They are called supply modules as they are intended to 
contain idenfical plastic material reels (5) and (6) appli- 
cable as raw material for manufacturing the body of the 
containers. In other words, they contain a plastic sheet 
intended to shape the containers based on the use of 
heat. The mentioned reels containing the sheets have a 
variable band width and are turned by means of two 
axes, including a counterweight for breaking. 
[0011] A plastic material reel (5) is located In the 
supply module (1) the free end of which is connected to 
a conventional type pneumatic feeder (7) that slowly 
coils it and that, at the same time, has two components, 
one mobile that marks the feed which can be regulated 
and another fixed that maintains the band secure in a 
precise way. 

[0012] Next are located some nozzles (8) that expel 
hot air in order to raise the temperature of the band until 
reaching a heat stage varying between SO'^C and 
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100*^0. This step is previous to the shaping of the cavi- 
ties to be made by the containers. 
[0013] The nozzles (8) are directed towards the 
center of a shaping matrix (9) provided with two homol- 
ogous male and female components, as it is this zone 
where the suitable temperature for shaping under pres- 
sure is to be reached. It should be indicated that by 
means of operating a pneumatic cylinder (10) acting on 
the tongue and groove matrix (9), the cavity engraved 
on the previously heated band is finally shaped, result- 
ing in a certain concave form logically in accordance 
with the design of the container to be manufactured. 
[0014] In this operation the heat and pressure of a 
matrix are combined and centering drills are also 
obtained. 

[0015] Inside the supply module (1) there are cool- 
ing means of the matrix (9) so that the plastk: band 
leaves the module heat-free. It is driven by means of 
rollers of the feeder (7) itself. A hopper (11) has been 
provided in the dosage module (3) inside which the con- 
sumable goods are placed. This hopper (11) is sus- 
pended by means of springs and has a vibrating 
movement in collaboration with a valve. 
[0016] The plastic material band with the pre- 
engraved cavities is located on the lower part and the 
hopper provided with a commercial origin is found next 
to a volumetric dosimeter (1 2) which it supplies, consist- 
ing of a plate having an altemating swing that permits 
the right amount of the product to pass through. This 
falls Inside other hoppers (13) with a smaller volume 
and variable number depending on the cavities 
engraved on the band, resulting in the simultaneous fill- 
ing of said cavities. 

[0017] The invention has an optic reader (14) 
intended to record the centering drills made on the band 
by the shaping matrix (9) and which, in turn, operate the 
dosimeter (3), specifically the hopper (11), at the right 
moment to carry out correct loading of the cavities. 
[0018] In the dosimeter module (3) there are reels 

(15) and (16) that pick up the surplus of the plastic 
material coming from the reels (5) and (6) of said supply 
modules (1) and (2) for subsequent recycling. This is 
possible thanks to two pneumatic winding machines 
(17) and (18) that, due to the low turning couple devel- 
oped, maintain the bands taut 

[0019] Extraction from the recycling reels (15) and 

(16) mentioned above, included in the dosimeter mod- 
ule, is made by removing both pneumatic cylinders (19) 
and (20) that leave the reels loose so that the operator 
can remove them. 

[0020] There is a reel (6) with identical characteris- 
tics in the supply module (2) located at the end of the 
machine diametrically opposite the first one (1 ), which is 
associated to another pneumatic feeder (21) provided 
with two components, one fixed and the other mobile, 
that at the same time move and secure the band. 
[0021 ] The invention has some heating nozzles (22) 
to facilitate shaping the raw material. This is caused 



when another shaping matrix (23) simitar to the one 
located in the previous supply module (1) enters into 
action, driven likewise by a pneumatic cylinder (24). 
One or various cavities are generated in the hot band, 

5 whteh will later be the cavities that shape the other half 
of the container to be shaped and have centering drills. 
[0022] In the so-called cutting module (4), during 
the last stage of the manufacturing process, the two 
bands coming from their respective supply modules (1) 

10 and (2) are found and, therefore, pertaining to the conre- 
sponding reels (5) and (6), already duly shaped as veri- 
fied above and one of them, with the engraved cavities, 
filled with the consumable goods. 
[0023] The Invention has suitable means to permit, 

IS firstly, superposition in the space of both bands and 
their physk^l contact and then cany out their centering 
by means of guide dies or centering elements that coin- 
cide exactly with the mentioned drills made in the 
bands. 

20 [0024] In the fourth cutting module (4) there is a tool 
or welding matrix (25) operated by ultrasound, including 
a cutting matrix (26) or punch, with the parts (25) and 
(26) integral by means of a pneumatic cylinder (27) that 
moves one or the other in the horizontal direction with 

25 the help of springs, in order to invert the movement, 
based on the operation to be carried out. 
[0025] The tools or matrixes (25) and (26) are oper- 
ated with the help of the pneumatic cylinder (28) located 
vertically. This transmits a strong pressure to the plastic 

30 material bands whteh, as has been described above, 
are located centrally at this point and In close physical 
contact. 

[0026] Two consecutive operations are made in the 
cutting module (4). One consists in ultrasound welding 

35 of the two halves of the container resulting from the 
respective supply modules as, firstly, the welding matrix 
or tool (25) is operated by means of the vertically placed 
pneumatic cylinder (28) and stamping of the part when, 
after operation of the two pneumatic cylinders (27) and 

40 (28) has ceased, the springs move the matrixes 
inversely and the cutting module (26) is placed In a suit- 
able position. 

[0027] The vertically placed pneumatic cylinder 
(28) applies pressure to the die and the resulting part 
45 fells through a ramp (29) into a container. 

[0028] The whole set is integrally supported in a 
structure (30), preferably metallic, manufactured in alu- 
minum profiles. 

50 Claims 

1. Machine for manufacturing consumable goods con- 
tainers which, on consisting of or provided with a 
number of conventional automated devices, each 
55 with a specific purpose within the process associ- 
ated to the machine itself, is characterized by the 
fact that it consists of four basic modules, two of 
which are supply modules (1) and (2) from where 
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the shaping raw material of the containers departs. 
It contains suitable means for shaping the con- 
tainer, including a dosage module (3) by means of 
which the containers are filled with the consumable 
goods and a cutting module (4) provided with clos- 5 
ing and stamping means of the containers 
obtained. The four modules (1), (2), (3) and (4) 
forming a structural unit are located on a frame or 
chassis. 

10 

2. Machine for manufacturing consumable goods con- 
tainers, according to the first claim, characterized 
by the fact that the supply modules (1) and (2) occu- 
pying separate positions in the machine are equal 
and contain thermo-plastic material reels (5) and is 

(6) with a variable band width. The reels (5) and (6) 
are associated to winding and conduction means 

(7) and (21) towards two heating devices (8) and 
(22) which, in turn, precede both shaping matrixes 
heated under pressure (9) and (23), resutting in 20 
concave fomis on the bands of the reels (5) and (6) 
making up the halves of the containers. 

3. Machine for manufacturing consumable goods con- 
tainers according to the above claims, character- 2s 
ized by the fact that the dosage module (3) has a 
hopper (11) with the consumable goods, provided 
with a vibrating movement by suitable means. It is 
associated to a dosimeter (12) provided with an 
optical reader (1 4) which, once located correctly as 30 
regards the hopper (11) and the dosimeter (12), 
one of the thermo-plastic material bands sends a 
signal to the dosimeter (12) and this, by means of 
moving, collects the consumable goods from the 
hopper (11) and deposits them In the engraved cav- 3S 
ities on the band through an indeterminate number 

of hoppers with reduced sizes (13). 

4. Machine for manufacturing consumable goods con- 
tainers according to the above claims, character- 40 
ized by the fact that the cutting module (4) has 
suitable means for centering and superpositionlng 

as regards the two thermo-plastic material bands, 
confronting their respective cavities and containing, 
furthermore, a welding tool (25) and a cutting matrix 4s 
(26) that act consecutively on the bands, giving rise 
to the consumable goods containers in said cutting 
module (4). 
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